^ тоз Sh gene 22, 


Wérk Order ID 86692 
. July-06-12 1 1:33:41 АМ 


`*ааво 


2 


Item ID: 


Accept 


*Nonnná4n1nn* 5” 


Document Control 


110 


*110* 


Packaging 


Packaging 


Memo 
Packaging 


0.00 


Photocopy bluefile and create labels as per PPP D206-667-101 $t. 


D206-667-101 Start * * 
Revision ID: N S 1 
Item Name: Crosstube Fwd Stop Ж N с 2 х 
Start Date: 7/06/12 Start Qty: 1.00 4% Cust Item ID: 
Required Date: 8/17/12 Req'd Qty: 1.00 *4 ж. Customer: 
Reference: 
NP: - - Run Start X * 
Approvals: Process Pian: РА С Date“, ‘2-0 ZE. Tooling: ш ____ Date М Р 1 
Sto 
QC: Date: SPC (Y/N): Date Р Ж МР2* . 
Sequence ID/ Operation " Set Up/ ToolID Тооі# Plan Accept | Reject Í Reject Insp. 
' Work Center ID Description Run Hours Code Qty Qty Number Stamp 
| Draw Nbr Revision Nbr | 
| D206-667-141 Rev C (DEO) | 
; 0519565 А : 
100 An 0.00 
*4NN* DOCUMENT CONTROL AS MCX [2-71- 2b 
DC Memo 0.00 i 


Yo 


Dart wo: GLAZ] Ltd 


WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE к= WENN LIOLO. E: Eng/ | Approval 
Prod Mar | QC Inspector 


Part No: D20b-bb4- jo) _ (|. D30t-GU]- jol . PAR #: Fault Category: X, Као Е МОВ: ез (К) (S) оао рав: (109022 
xiz 


Resolution: Disposition: _\W\ 2 -Q) ap QA: М/С Closed: __¢ Date: 
WORK ORDER NON:CONFORMANCE (NCR) 


idi 
Correctiie Action Section B 
Descri tion of NC Verification Approval | Approval 
Chief Eng Chief Eng Date 
C Боза, APTER BENDING, 4” 2. «e dd 
12 511 
тоа i$ over Хађестсе . 


НОТЕ Date & initial all entries 


th: FORMS Quay Assurance\approved QA\INCRWO RevE 


454. 


Е = à 


Z"W 


ә 


Work Order ID 86692 
. Јшу-06-12 11:33:41 AM 


*RRRO2* 


Page 2 


Item ID: D206-667-101 Accept * N а 0 00A Г 1 Г (1% Setup Start Ж N Q 1 * 
Revision ID: E и 
Нет Маше: Crosstube Fwd Stop Ж N с 2 * 
Start Date: 7/06/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 8/17/12 Req'd Qty: 1.00 * 1 * Customer: 
Reference: 
= Run Start xy ж 
Approvals: Process Plan: Date: Tooling: __ Date N R 1 
Sto 
ac: Date: SPC (Y/N): Date р * М R 2 * 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan | Accept Reject Reject Insp. 
р р ] J р | 
Work Center ID Description Run Hours Code Qty Qty Number Stamp | 
120 0.00 | 
*490)* BENDING MACHINE - CROSSTUBES 
CNC Bend 1 Memo 0.00 | P | (0 
СМС Delta 100 Bender Bend tube as per Dwg D206-667-141 using CNC bender program 206B-fw and | 2 кй = 
Folio FT : 
130 QC15- Crosstube Dimensional Check 0.00 > 
ЕТЫ X бо | 
Doe Memo 0.00 à 46 (7 (ЖО | 
Quality Control | 
FREE nk 


і 


Dart Aerospace Ма 


^ WORK ORDER CHANGES 


| Approval | , MTM Pw 
STEP PROCEDURE CHANGE 3 REED Approval К 
n . aR Prod Mgr дересіюі j 


Fault Category: ' - - ^-^ МСН: Yes No ООА: :'Date: 
| А f 


LS 


/ Resolution: ` Disposition: : 077 *QK N/C Closed: . Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


че а "n. ж. jf ДАН х ME 
Description of NC - Badio cton By — Verification | Approval |. Approval 
Section A Action Description. . E Sign & |- Section C ‘Chief Eng | Ас Inspector 
2 Chief Eng тоты Date ONES BENE 


аже Б ааа НЕЕ SS 


- 


тұжы ашыр 


Work Order ID 86692 


. July-06-12.. 11:33:41 АМ, | 


*QRRQD* 


Page 3 


= D206-667-101 Accept *NOOOOA01 00* Setup . Start FAIS 1 * 
Revision ID: ` ) а | 
Item Name: Crosstube Fwd Stop Ж N с 2 ж 
Start Date: 7/06/12 Start Qty: 1.00 жж Cust Item ID: 
Required Date: 8/17/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
EE: i ; Run Start д * 
Approvals: Process Plan: Date: Tooling: = Date: . N R 1 ` 
А i Sto 
QC: Date: SPC (Y/N): Date: Р ож М R 2 ж 
Sequence ID/ Operation | Set Up/ . Tool ID Tool# Plan Accept Reject Reject Insp. 
Werk Center ID _ Description Run Hours Code Qty _ Oty Number Stamp 
140 0.00 
*4 A n* Crosstubes 
Crosstubes Memo > 0.00 
Crosstubes J 


1-Drill holes & ream using drill Jig 078541 & DT8542 as per Dwg D206-667- 


141. Drill ali (3) top holes. 


3-Flip tube and switch drilling Jigs from right to left, left to right. ‘Locate J igs 


off existing holes using "Т" pins. 


4-Drill pilot holes using drill Jig DT8541 « DT8542 as рег Dwg D206-667- 


141. Drill only the top (2) holes. 


5-Drill pilot holes as per Dwg D206-667-141.Drill only the top (2) holes. 


6-Drill Fwd rivet holes using drill Jig DT8787FWD as per Dwg 0206-667-141. 


Note: Fwd side has 3x top holes. 


7-Drill Aft rivet holes using drill Jig DT8787AFT as per Dwg D206-667-141. 


8-C'sink holes as per Dwg D206-667-141. Allow rivet to sit below surface to 


compensate for paint. 


9-Scribe part # and batch # using vibrating stylus as per Dwg D206-667-141 


Inside of Cuff(Do not engrave on outside of tube) 


10-*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 
Deburr & Inspect for surface damage. Repair damage within limits as per Dwg 


D206-667-141 


7 


Dart o Ltd 


—— ae ORDER CHANGES 


Approval 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: : QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


Ul. AN of NC Ош p E 
Ба өтер Ul. AN A Action Description Section Ош Chief p ос E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


‚ НМРОАМ$\ОцаМу Assurance\approved QANCRWO RevE 


4 


A e ыш 


Work Order ID 86692 
. July-06-12 11:33:41 AM. 


*АВВО2* 


Раре 4 


0206-667-101 


Item ID: Accept * N 900040 1 00* Setup Start Ж N Q 1 * 
Revision ID: 7 ` 
Item Name: Crosstube Fwd Stop Ж N с 2 Ж 
Start Date: 7/06/12 Start Qty: 1.00 * 4 * Cust Item ID: 
Required Date: 8/17/12 Req'd Qty: 1.00 *4 ж Customer: 
Reference: 
Run Start ж * 
Approxals: Process Plan: Date: Tooling: Date: N R 1 
Stop 
Н Date: Y/N): : * * 
QC ate SPC (Y/N) Date: | |. N 2 

Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
150 ОС5- Inspect part completeness to step on W/O 0.00 > 
*4AN* AS MN 
QC Memo 0.00 16 4, | 
Quality Control *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 
160 0.00 
*4AN* M ja - 2-20 
HandF Xtube Memo 0.00 


Hand Finishing Crosstubes 


180 
*42N* 
Outsource2 


Outsource process - NDT 


*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


1- CLEAN CROSSTUBE WITH WASH'N WIPE 


Outsource process - NDT рег QSI038 4.1 0.00 


Memo 0.00 
*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


Liquid Penetrant Inspection as per QSI 038Ог 
Issue P/O:7 25 оу ІРІ ав рег АЗТМ 1417 
Level 2 Attach copy of NDT results to work order 


474 ET @ 


Resolution: 


Description of NC 
Section A 


NOTE: Date & initial all entries 


, HMFORMS'Quality Assurance\approved QANCRWO RevE 


WORK ORDER CHANGES 
PROCEDURE CHANGE 


Fault Category: МСН: Yes Мо ПОЛ: 


Disposition: : QA: N/C Closed: 


Corrective Action Section B 


Action Description 
Chief Eng 


Approval | Approval 
Chief Eng / СІ 
Prod Mar QC Inspector | 


Verification | Approval | Approval 


Date 


Section C 


Chief Eng QC Inspector 


Work Order ID 86692 


. July-06-12 11:33:41 AM 


*86692* 


Page 5 


Item ID: D206-667-101 Accept * N о 00040 1 00= Setup Start * N с 1 ж 
Revision ID: a 
Item Name: Crosstube Fwd Stop * N с 2 ж 
Start Date: 7/06/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 8/17/12 _ Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Run Start д * 
Approvals: Process Plan: Рае: | Tooling: Date: N R 1 
Sto 
Qc: Date: SPC (Y/N): Date: Po N R 2 х 
Sequence ID/ Operation Set Up/ Tool ID Tool? Plan on od ^ Reject Insp. 
Work Center ID Description Run Hours Code Qty Number Stamp 
190 0.00 
* 4 а (1% Packaging 2 (2 
ГА 7 L> 
Packaging Memo 0.00 
Packaging *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 
Ensure copy of NDT results attached to work order. 
200 ОС5- Inspect part completeness to step on W/O 0.00 WA 
*2nn* / /2-07 27 
QC Memo 0.00 
Quality Control *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 
Inspect for damage & ensure results are as per Dwg D206-667-103 
202 0.00 
*9N9* М 12 - 7-20 
HandFXtube Memo 0.00 


Hand Finishing Crosstubes 


*** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


1- PRESSURE WASH AND THEN USE WASH'N WIPE TO CLEAN 
CROSSTUBE BEFORE CHEMICAL CONVERSION 


Dart Aerospace Ltd 


Wo: | WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE |By| Dee |a Chief Eng / ро 
Prod Mgr espe 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 
Resolution: Disposition: : QA: М/С Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


|. eee of NC ЕМЕСІН ЕЕ ET 
ра NM. LN A Action Description а C Chief 9, ас ET 
Chief Eng Chief Eng 


NOTE: Date & initial all entries 


‚ HMFORMS'Quality Assurancevapproved QANCRWO RevE 


EI 98 


Work Order ID 86692 
July-06-12 11:33:41 АМ 


*RARQD* 


Page 6 


Item ID: D206-667-101 Accept * М ой 0040 4 (1 (\* Setup Start Ж N с 4 ж 
Revision ID: 2 ` 
Пет Мате: Crosstube Fwd Sto ж N с 2 ж 
Start Date: 7/06/12 Start Qty: 1.00 wae Cust Item ID: 
Required Date: 8/17/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
Run Start д * 
Approvals: Process Plan: Date: Tooling: Date: N г? 1 
Sto 

QC: Date: SPC (Y/N): Date: P ж М R 9 * 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
205 QC7-Inspect Chemical Conversion Coat 0.00 
«ОА / 1297-27. 
QC Memo 0.00 
Quality Control *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 
210 0.00 
*o 4 n* SprayPaint (7:97 YY 
SprayPaint Memo 0.00 
Spray Painting *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 


1-Рите inside and outside crosstube as рег QSI 005 4.2.1 
№ +++ et tube sit up right for 30mins before hanging********** 


P4500-P-23 Base — Batch: 11) S1 
P4500-C-23  Catalist Вак: луу 31 
Start time; Фу Finish; A. o) 


Dart Aerospace Ltd 
WORK ORDER CHANGES 


Approval 
| DATE | STEP | PROCEDURE CHANGE | PROCEDURECHANGE =| By | oae оу Chet Eng! Approval 
Prod Mar nspector 


Part No: PAR #: Fault Category: NCR: Yes No ООА: Date: 


Resolution: Disposition: ` QA: М/С Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


АТЕ өтер E 2M of NC Corrective Action Section B E & E Е Е 


Ш. 2M А E С Chief Е ос Е 
Eg 


NOTE: Date & initial а! entries 


. HMFORMS Quality Assurancevapproved QANCRWO RevE 


my PME 
wo LI 


Work Order ID 86692 


. July-06-12 11:33:41 AM 


*З6692* 


Разе 7 


Пет ID: D206-667-10 
Revision ID: 


| К *Nonnnan4nn* 


Setup Start 


*NS1* 


Item Name: | Crosstube Fwd oe N S 2 Ж 
Start Date: 7/06/12 Start Qty: 1.00 | Cust Item ID: 
Required Date: 8/17/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
7 Run Start 4 * 
Approvals: Process Plan: Date: Tooling: Date: N R 1 
Sto 
Qc: _ Date: SPC (Y/N): Date: Pox М Р 2 * 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours | Code Qty Qty Number Stamp 
230 0.00 
*0 2 n* SprayPaint \ Y N- 24, 
SprayPaint Memo 0.00 7 
Spray Painting *** WEAR LATEX GLOVES WHEN HANDLING CROSSTUBE*** 
1-Paint outside crosstube with White Imron as per QSI 005 
4.2 
Imron 550 white paint Batch: 12A 23 l 
Imron 125$ activator Batch: | 32 ZS | 
Start: X- Vise FY бу 
240 QC14- Inspect Spray Paint 0.00 
*oAQ* IAS C M 
QC Memo oo) 1€ м 


Quality Control 


8-à^ 


Dart Aerospace Ltd 


мо: | WORK ORDER CHANGES 


Approval 
DATE | STEP PROCEDURE CHANGE PETRI Chief Eng / T 
Prod Mar nspector 


Part No: PAR #: __ Fault Category: МСН: Yes Мо DQA: Date: 
Resolution: Disposition: : QA: N/C Closed: Date: 


DATE | STEP Description of NC — corrective Acton - 2200100 В - Verification | Approval | Approval 


Section A } е Section С Chief Eng QC Inspector 


NOTE: Date & initial all entries 


, PMFORMS Quality Assurance\approved QANCRWO RevE 


т « 


Work Order ID 86692 
А July-06-12 11:33:41 AM 


*RAAQD* 


Page 8 


Item ID: D206-667-101 
Revision ID: 


Accept *№ оппа An ANQ* | Setup Start 


*NS1* 


Item Name: Crosstube Fwd Stop * N Q 2 ж 
a 
Start Date: 7/06/12 Start Qty: 1.00 EAR Cust Item ID: 
Required Date: 8/17/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
: 7 7 Run бап д ж 
Approvals: Process Plan: Date: Tooling: DP Date: N R 1 
Sto 
Qc: Date: SPC (Y/N): Date: Р ж М R 2 ж 
Sequence ID/ | | Operation Set Up/ — Tool ID Accept Reject Reject Insp. 
Work Center ID Description Run Hozrs Qty Qty Number Stamp 
250 0.00 
| *OBN* Crosstubes ü 2 az 2 ч 
| Crosstubes Memo 0.00 
Crosstubes 1-Abrade mating surfaces of support and crosstube with 400 grit sandpaper, 
clean the area with 4105S wash 'n' wipe 
2-Install supports with Proseal 890 per DSI9565 and QSI 015 
АЖ  Proseal 890 Batch |294 
| 3- Torque bolts as per dwg 
i 3-Install nut plates as per Dwg D206-667-141. Toughup rivet heads with Imron 
paint. a 
260 ОС5- Inspect part completeness to step on W/O 0.00 MA 
*ORN* / 129738 
QC Memo 0.00 


Quality Control 


Dart Aerospace Ltd 


W/O: WORK ORDER CHANGES 


Approval 
ЕЗ | STEP | PRoceDURE CHANGE = CHANGE | ву | оле ау соса at alla 
Prod Mgr Тара 


Part Мо: РАВ #: Fault Category: МСН: Yes № ОА: Date: 


Resolution: Disposition: : QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


ра өтер Е. A of NC Corrective Action Section B 


m dun cae 
Е. | A Initial Action Description Sign & m C Chief dun QC cae 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


. НМРОАМ$\Оцайу Assurance\approved QANCRWO RevE 


EL x 


Work Order ID 86692 
. July-06-12 11:33:41 AM 


*QRRQD* 


Page 9 


Item ID: D206-667-101 Accept ж М ой 0040 1 00* Setup Start Ж N с 1 ж 
Revision ID: 2 ^ 
Item Name: Crosstube Fwd Stop Ж N с 2 * 
Start Date: 7/06/12 Start Qty: 1.00 Же Cust Пет ID: 
Required Date: 8/17/12 Req'd Qty: 1.00 ых ж Customer: 
Reference: 
= Run Start ж ж 
Approvals: Process Plan: Date: Tooling: Date N R 1 
Sto 

Qc: Date: SPC (Y/N): Date о P ж М R 2 ж 
Sequence ID/ Operation Set Up/ Tool ID Tool£ Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
270 Pick Kit 0.00 / 
*o97(* > 4 2206 
Packaging Memo 0.00 Mec 
Packaging 
280 QC4- 100% Inspect kits for completeness 0.00 "AG 
a O36 | deh 
Qc Memo 0.00 9 \ 
Quality Control 
290 0.00 
*9 а n * Packaging 
Packaging Memo 0.00 СЕЕ 200 
Packaging Identify and pack for shipping as per PPP D206-667-101 


Location: 
PPP Rev: 


— Fp 96 2 


MAJ R 


Dart Aerospace Ltd 


№0: | WORK ORDER CHANGES 


Approval | Approval 
Chief Eng / 
Prod Mar QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes Мо РОА: Date: 
Resolution: Disposition: : QA: N/C Closed: Date: 


Corrective Acton. Section B 


Шеол tion of NC Ea pra P 
Ез Шеол А i C Chiet Се ос P 


NOTE: Date & initial all entries 


, HMFORMSQuality Assurance\approved QANCRWO RevE 


М 


5% 


Work Order ID 86692 
. July-06-12 11:33:41 AM 


Page 10 


Item ID: D206-667-101 Accept ж М а 8 0 0 4 0 1 () 0 ж Setup Start Ж N с 1 х 
Revision ID: Е A 
Item Name: Crosstube Fwd м: М S 2 ui 
Start Date: 7/06/12 Start Qty: 1.00 > Cust Item ID: 
Required Date: 8/17/12 Req'd Oty: 1.00 *4 * Customer: 
Reference: 
Run Start д * 
Approvals: Process Plan: Date: _ Tooling: Date: N R 1 
Sto 

Qc: Date: SPC (Y/N): Date: Pox М R 2 ж 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
300 QC21- Final Inspection - Work Order Release 0.00 | 
*ann* [AIT | 209 
QC Memo 0.00 


Quality Control 


ME 


peor 


Approval | Approval 
Chief Eng / 
Prod Mar QC inspector 


Part No: | РАВ #: Fault Category: NCR: Yes Мо БОА: Date: 


Resolution: Disposition: : QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


BL SÉ of NC 5 Ed КЕ 
ра | o ^ Action Description 5 C Chief Ed ас Ea 
Chief Eng Chief Eng Date 


NOTE: Date & initial а! entries 


, HAfFORMS\Quality Assurance\approved QANCRWO RevE 


* * е 


Picklist Print - 


$ Page 1 
July-06-12 11:33:39 AM 
| Work Order ID: 86692 
Parent Item: D206-667-101 Start Date: 7/06/12 Required Date: 8/17/12 
Parent Item Name: Crosstube Fwd Start Qty: 1.00 Required Qty: 1.00 
Comments: IPP Rev:F05.09.01Add holes for compatibility with Bell SkidtubesKJ/JLM 
IPP Rev:G 08-06-03 update as per 0519415 (ECN1198) DD verified by:ec 
IPP Rev:H 08-07-28 update as per (par 08-013) DD verified by:EC 
IPP RevJ 09.01.06 PerECN 08-562 EC verified by:DD IPPREV:K 11.08.05 PFREC 
11-615 DD VERF:EC Е р 
Component Item ID/ Replacement Mfg/ Bin Primary Last Route Unit of Qty on Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location . Seq ID Measure Hand Qty Issu Issued 
AN5-30A Piürthased No 270 Each 115.0000 4 ‘с | 
$ вот 
Location Loc Qty Loc Code 
ST339 115 
117514 7 
120423 3 
120910 25 a 
171259 30 
122141 50 
АМ5-32А Purchased No 270 Each 271.0000 4 4 Z, 
Bolt 
Location Loc Oty Loc Code 
ST339 177 
119862 2 
120423 75 g 
151 100 
ST340 100 
121541 100 С 
АМ5-7А Purchased No 270 Each 2,564.0000 10 10 
Bolt . 
Location Loc Qty Loc Code 2 
81337 2564 
| 119017 2564 (© j 
AN960JD516 NAS1149D0563] Purchased No р 270 Еасһ 12.0000 18 hh ; | 2 
Washer 14546 T d. $ 26N 
Location Loc Qty Loc Code 
ST338 12 
2612 12 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


wo ^ [| .  —  -. WORKORDERCHANGES —— ^. O 
Approval 

DATE | STEP PROCEDURE CHANGE Е. Approval 

Prod Mgr nspector 


Part No: PAR #: Fault Category: ; NCR: Yes No DQA: Date: 


Resolution: Disposition: : QA: N/C Closed: Date: 


NCR: 


Corrective Action Soon B Verification | Approval | Approval 


Section A Section C Chief Eng | QC inspector 


DATE | STEP Description of NC 


NOTE: Date & initial all entries 


* 


С НУРОАМ$\Оцайу Assurancevapproved ОА\МСАМО RevE 


+ Ы + 


Picklist Print - 


$ Page 2 
July-06-12 11:33:40 AM 
` Work Order ID: 86692 
Parent Item: D206-667-101 Start Date: 7/06/12 Required Date: 8/17/12 
Parent Item Name: Crosstube Fwd Start Qty: 1.00 Required Qty: 1.00 
D2873-043 Manufactured № 250 Each 80.0000 2 2 " 
Nut Plate Assembly (2-2-29 
Location Loc Оу Loc Code 
LG052 80 
72644 2 
(2939 38 e 
84386 . 40 
D2873-045 Manufactured № 250 Each 33.0000 2 2 ІТ 
Nut Plate Assembly PE Тао £ 
Location Loc Qty Loc Code 
LG052 33 
82947 33 @ ) 
2.25 Support: А la. = 2 T a ч 
Location Loc Qty Loc Code 
| LG051 20 
84164 20 
| 15052 17 
3 72822 | 
| 75176 | 
277 15 ( 2) . 
RUBBER CUSHION 19- 7-95 
Location Loc Oty Loc Code 
16051 46 a 
46 _@__ 
July-06-12 11:33:40 АМ Ё | Shop Packet Print Page2 


Шалы gt a a a 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
| Dare | STEP | | | PROCEDURECHMNGE С CHANGE | ву | date [су Chief Eng / СЕРЕ 
Prod Mar nspector 


Part No: PAR #: Fault Category: NCR: Yes Мо ООА: Date: 


Resolution: Disposition: : QA: N/C Closed: . Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Еа өтер | IN of NC Corrective Ас: Section B 


се E 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


* НМРОРМ$\ОцаМу Assurance\approved QANCRWO RevE 


- 


Picklist Print 
July-06-12 11:33:40 AM 


Page 3 


Work Order ID: 


86692 
Parent Item: D206-667-101 Start Date: 7/06/12 Required Date: 8/17/12 
Parent Item Мате: Crosstube Fwd Start Qty: 1.00 Required Qty: 1.00 
MS20601-AD4W8 Purchased No 250 Each 244.0000 14 14 
RIVET A 12-7-29 
Location Loc Oty Loc Code 
10051 33 
121017 33 5 
ST314 200 
100 4% 
122141 100 
57322 11 
121255 11 
Nut 
Location Loc Oty Loc Code 
300 500 
( E 
121652 500 : 
ST300 718 
108827 4 E IE i 
116105 5 
[76548 43 
119109 654 
17651 
2937 8 
MS21920-20 Purchased No 270 Each 127.0000 4 4 M | 
Clamp (рег MIL-DTL-8783C) J р -7-2 a oe 
Location Loc Oty Loc Code 
LG050 127 
116799 8 
120676 8 
121067 2 
34 ange 
122254 75 
July-06-12 11:33:40 AM Shop Packet Print Page 3 


« 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval 
Prod Mgr nspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 


Resolution: Disposition: - QA: N/C Closed: Date: 
NCR: WORK ORDER NON-CONFORMANCE (NCR) 


DATE |STEP Description of NC Corrective Action Section B Verification | Approval | Approval 


Section A Section C Chief Eng | QC Inspector 


NOTE: Date & initial all entries 


ж LI 
И НМРОРМ5\Оиаійу Assurance\approved QA\NCRWO RevE 


> Г 
Picklist Print Раре 4 
July-06-12 11:33:40 АМ 
` Work Order ID: 86692 
Parent Item: D206-667-101 Start Date: 7/06/12 Required Date: 8/17/12 
Parent Item Name: Crosstube Fwd Start Qty: 1.00 Required Qty: 1.00 
D206-667-101TRN Manufactured No 110 Each 2.0000 1 
Crosstube Turning Detail 7 > 2. j 24 
Location Loc Qty Loc Code om 
LG 2 
84018 1 
| Camm 
July-06-12 11:33:40 АМ . xe as Shop Packet Print | Расе 4 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


Approval | 
ЕЗ STEP | | PROCEDURECHANGE —— CHANGE By | Date | ay P / Approval 
Prod Mar nspector | | 


Part No: PAR 4: Fault Category: NCR: Yes Мо ООА: Date: 
Resolution: Disposition: : QA: N/C Closed: Date: 
WORK ORDER NON-CONFORMANCE (NCR) 


Corrective Action Section B 


| Ш of NC С Ее Ea 
ра өтер | IAE А Action Description С C Chief Ее ос Ea 
Chief Eng Chief Eng Date 


MOTE: Date & initial all entries 


е > Ж 
© HMFORMSQuality Assurance\approved QANCRWO RevE 
. сазы . $ wet ey ; .. 


ме 


Description: Crosstube High Fwd (2068 


Inspection Dwg: D206-667-141 Rev: C 


Required Dimension 
Height 
1/2 Span 
Angle 


Tota! Span 


Crushing 


Bending Passes 
Crushing 


09.07.30 
C | 12.04.16 


H:IsoVorms dimension sheets\approved DS\Blank-XtubeBend-DimSheet rev E.doc 


| D206-667-141 ПОТРЕБЕ АЗС MEE EDI ПЕР ASSEMBLY (2068 HIGH 
| FWD 


EI = = 
| 

| 

5НОР СОРҮ 

RETURN TO 

ENGINEERING E 

UNCONTROLLED COPY —. 

е = ӘМБЕ тет | DEO ATTACHED 
| MAGNOBOND 6398 | ROCKWELL SPECIFICATION RB O-120- SUBJECT TO AMENDMENT 


023 OL - 
ADHESIVE (TEXT RON/BELL SPEC. 299- WITHOUT NOTICE әсе (-615 


947-100, TYPE Il, CLASS 2 ADHESIVE WORK ORDER (9326 
ко ВС eoa. | 


GENERAL NOTES: UND EVIEW 


ель | 


1) MATERIAL: MANUFACTURED FROM D6001-105 
FINISHED LENGTH = 93.18:0.020 
FINISH: CHEMICAL CONVERSION COAT PER DART ОЗ 005 4.1 


PRIME INSIDE AND OUTSIDE PER DART 081 005 4.2 E L À S à 
PAINT OUTSIDE PER DART О5! 005 4.2 1 А 
TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED. ERST = 


UNITS: INCHES UNLESS OTHERWISE NOTED. 

BREAK SHARP EDGES: O.005 TO 0.010 MAX. 

IDENTIFICATION: SCRIBE DART PART NUMBER "D206-667-14 1" AND BATCH NUMBER ОМ 
INSIDE OF CUFF USING VIBRATING STYLUS. 


WEIGHT: 11.3 ibs * REVISE GENERAL NOTES/PART LIST (ZN 07-1); RF 08.11.06 
PART IS SYMMETRIC ABOUT CENTERLINE. REORGANIZED VIEWS AND REFORMATTED DRAWING А 

RUN CUTTER OFF PART WHERE INDICATED. BLEND OUT EDGE LONGITUDINALLY, TO CURRENT STANDARDS. 

TRANSITION SHOULD BE SMOOTH. D3595-063-395 WAS D2856-400-694 (ZN 06-2 & А5-2); 


REMOVED ВЕР. & ADD TOLERANCES (ZN C4-3, C5-3 & 
10) И DEM OF 12 PASSES. MAXIMUM TUBE FLATTENING DUE 03-3); RELOCATED FLAG #6 (ZN A8-3) PER NCR 210; 


MOVED TURNING DETAIL & UPDATED TOLERANCE TO 
11) LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSS TUBE PER 051 038. SHEET 4. d 


12) INSTALL D2891-1 SUPPORT USING 0.03” TO 0.06" THICK LAYER OF MAGNOBOND 6398 PER : 
ОЗІ 015. LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. Ha 
13) INSTALL MS21920-20 CLAMPS (OR -21) WITH 03595-063-395 RUBBER CUSHIONS TO SECURE 
THE D2891-1 SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMP MECHANISMS 
ARE LOCATED ON CROSSTUBE SUPPORTS. 


14) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE 2 
) ‚ OUTSIDE SURFACE MUST BE SMOOTH АМО FREE FROM SURFACE DEFECTS SUCH АЗ А Қ DART AEROSPACE LTD 
` SCRATCHES, NICKS, OR DENTS. DEFECTS UP TO 0.005" MAY BE BLENDED OUT prawn | Н ы 
LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE UNACCEPTABLE. ( DRAWING NO. REV. C 
15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS ARE SHOWING IN 2 |0206-667- 141 SHEET 1 ОҒ4 


SAFETY AND THAT NUT HAS МОТВОТТОМЕП-ОЦТ AFTER TORQUING. ШАН те Жа THLE oe 
ОЕ АРРА. | - - |СКО58ТУВЕ ASS'Y (206B HIGH FWD) 


DATE COPYRIGHT © 2000 BY DART. Есе ая LTD 
08. 11.06 E ая mE 


| 
| 


D2891-1 SUPPORT 


2PL 


[15 мв21920-20 CLAMP 
4PL 


D3595-063-395 


A RUBBER CUSHION 


4 PL, (UNDER CLAMP) 


D206-667-501 


© 


D206-667-141 
D2873-043 


(VIEW LOOKING FWD) 


MS20601AD4W8& 02873-045 


NUT PLATE 
MS21920-20 CLAMP REF 


№520601А04\8 
RIVET, 3 PL 


D2891-1 SUPPORT REF 


A 03595-063-395 


RUBBER CUSHION 


сег VIEW А-А: CUFF DETAIL PER 
SCALE 4X 


ASSEMBLY DETAIL 


ps2 SECTION В.В 
SCALE 5X 


ов - 9 
1.03.26 


UND EVIEW 


greet) 


02875-045 
NUT PLATE 


DEO ATTACHED 


қ NN MS20601AD4W8 
2873-045 
5872-04 \ RIVET, 4 PL 


MS20601AD4W8 \—— 90° REF 
RIVET, 5 PL ` 


сзә VIEW C-C: CUFF DETAIL 
SCALE 4X 


[pesien | 47 | DART AEROSPACE LTD 
HAWKESBURY, ONTARIO, CANADA 
CHECKED | g DRAWING NO. REV. С 
НЕ 
[APPROVED | тте SCALE 
ff | cnoseruse assy oso en rwo) “шы 


Inr ee 


PILOT 20.128 
C'SINK 20.225X100* 
3PL 


21.2030.13 


10.35 ВЕР 
(263mm) 


20.3230 005 

HOLE TO BE ALIGNED WITHIN 20.001 
OF HOLE ON OTHER SIDE OF CUFF 
2PL 


сез DETAIL D 
SCALE 4X 
(VIEW LOOKING FWD) 


“0,005 
до.323:0209 


НОГЕ TO BE ALIGNED 
WITHIN £0.001 OF HOLE 
ON OTHER SIDE OF CUFF 
2PL 


VIEW E-E: 
23 CUFF DETAIL 
SCALE 4X 


G 
26.88 REF, (682mm) ---- 
TO CENTER OF BEND, 
ALONG TOP EDGE 


4 = eet ae, м АЕ 
24 16.27 REF EX 


(413mm) 
TO START OF BEND 
G 
| А53 
| 
] 


36.60+0.13 


37.37+0.13 


DETAIL D 
OF А 


74.74%0.25 


A 0206-667-501 


BENDING AND DRILLING DETAIL 


(VIEW LOOKING FWD) 


+0.005 
до.з23'2 Р 
HOLE TO ВЕ ALIGNED WITHIN 40.001 


OF HOLE ON OTHER SIDE OF CUFF 
3PL 


PILOT 20.128 
C'SINK 20.225X100* 
4PL 


" 
20.3239 905 

HOLE TO BE ALIGNED 
WITHIN 40.001 OF HOLE 
ON OTHER SIDE OF CUFF 
3PL 


PILOT 20.128 
C'SINK 20.225X100* 


873 VIEW F-F 
(VIEW LOOKING AFT, КОТАТЕО) 


SECTION G-G 
SCALE 5X 


DETAIL H 


5:3 


823 VIEW K-K 
(VIEW LOOKING AFT, ROTATED) 


PILOT 90.128 
C'SINK @0.225X100° 
3PL 


20.3230 005 
HOLE ТО BE ALIGNED 
WITHIN 20.001 OF HOLE 
-Gi ON OTHER SIDE OF CUFF 
ро) Hl 2PL cx: DETAIL H 
оз 58 SCALE 4. 


DEO ATTACHE (EW LOOKING пао) 


à +0.005 
20.323 0 Ore 


HOLE TO BE ALIGNED 
WITHIN 10.001 OF HOLE 
ON OTHER SIDE OF CUFF 
2PL 


or3 VIEW J-J: 
CUFF DETAIL 
SCALE 4X 
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DATE 


COPYRIGHT © 2000 BY DART AEROSPACE LTO 
08 1 1 06 THIS DOCUMENT 13 PRIVATE AND CONFIDENTIAL AND 55 SUPPLIED Он THE EXPRESS СОМОПУОМ THAT I t$ 
. . MOTTO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED ТО ANY OTHER PERSON YITHOUT 
WRITTEH PERMISSION FROL DART AEROSPACE LTD. 


| 
| 


% 


SEE DETAIL L 


R100.0 TRANSITION 
BETWEEN TAPERED 
SECTIONS 


R100.0 TRANSITION 
BETWEEN TAPERED 
SECTIONS 


30.317+0.030 


o 
3 
сз 
a 


= 


[7*7 - 31.590+0.030 


E 


2.240000 
2.074505 


2.074:2005 


—— 4.438+0.030 
---- 4.732+0.030 


ЕСЕР) 0.110 E 


30* X 0.300 DEEP 
CHAMFER 


SEE DETAIL M 
в44 


DETAIL L; 


074 CROSSTUBE CUFF 
NOT TO SCALE 


Е. pH 
1 ЕМЕ \ 
2114205 2.154005 2494885 
2.23470 005 


-0.000 


TAPER UNIFORMLY FROM 
[9 > 223 "0998 REF THROUGH TO 2.272 9:55 REF 
RUNNING OFF PART 


A TURNING DETAIL 


Т, 


2.074 REF | 


DETAIL M: 


asa CUFF TRANSITION 
NOT TO SCALE 


2.250 STOCK 


REF Feottt-e i5 


SEE DETAIL N 0318 
B24 


UNDER REVIEW 


DETAIL М: 
caa TAPER RUN-OFF 


NOT TO SCALE р 


| 4 1 DART AEROSPACE LTD 
i | RA | HAWKESBURY, ONTARIO, CANADA 
[cHecKeD || 747 . | DRAWINGNO. REV. C 
wem I loser | serae 
[APPROVED | 77477 |n SCALE 
Bee [ДЕ omssruee assy gose onu “мз 
DATE 08. 1 1 .06 COPYRIGHT © 2000 BY DART AEROSPACE LTD 


‘THES DOCUMENT ($ PRIVATE АКО CONFIDENTIAL AND S SUPPLIED GN THE EXPRESS CONDITION TWAT Ir I$ 
WOT TO BE USED FOR АНУ PURPOSE OR COPED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN FROM DART SELT. 


DRAWING NO. TITLE REV. C DART AEROSPACE LTD |гғо.мо. SHEET NO. тс 
0206-667-141 | CROSSTUBE ASS'Y (2068 HIGH FWD) ENGINEER ENS ORDER D206-667-141 а ЗНЕЕТ 1 сн 


ae [22] em рее „бё mL 


PURPOSE: | 
REPLACE MAGNOBOND WITH PROSEAL.. 


CHANGE: 


Емін 


о | АК |PROSEALS80BZ PROSEAL 890 В-2 [ SEALANT, АМ55925145552:-- — —] АМ5-5-8802 CLASS B-2 


NOTE 12 & 15, SHEET 1 1$ AMENDED AS FOLLOWS; 


IS: 


12) TO INSTALL D2891-1 SUPPORT: ABRADE MATING SURFACE OF SUPPORT AND CROSSTUBE WITH 
180-GRIT SANDPAPER AND REMOVE RESIDUE WITH MEK (OR EQUIVALENT). APPLY А 0.04" TO 0.07” 
THICK LAYER OF PROSEAL 890 CLASS B-2 (OR AMS-S-8802 CLASS B-2) SEALANT TO MATING 
SURFACE OF SUPPORT. | 


‘ROCKWELL SPECIFICATION RBO-120 


АЛС | MAGNOBOND 6368] 6398 


i 


-023 
ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
‘TYPE Il, CLASS 2 ADHESIVE 


15) TORQUE CLAMPS 80 ТО 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
“THAT МОТ HAS МОТ BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK 
TORQUE ON CLAMPS AFTER PROSEAL 890 SEALANT HAS CURED FOR 72 HOURS. 


WAS: 


12) INSTALL D2891-1 SUPPORT USING 0 оз ТО 0.06" THICK LAYER OF MAGNOBOND 6398 PER QSI 015. 
LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


i 


COPYRIGHT © 2011 BY DART AEROSPACE LTD 
тма DOCUMENT 15 PRIVATE AND CONFIDENTIAL AND (S SUPPLIED ON THE EXPRESS CONDITION THAT It t8 

NOT ТО ВЕ USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED ТО ANY OTHER PERSON WITHOUT 

WRITTEN PERMISSION FROM DART AEROSPACE 


Ht CRUS oF p 206 - 667 "n | 


о/ 


Аҹ ly } LN LN & / b. CRUSH OS, 


| Put HL оёт 7.25% Odes 14% mE 
| Cisne СП - Make) (аби 8% 
] | 71,2 0.225 iH Pity ALTO САР | 


7 | Вых $^ Dlo 10. з |874 


n | [AZ Е: Ме/т = P«Io lo /2«o52 = 34,1 


Е 24, 2.15 2/2. * 6.595 ' Ф.Ф 


Ms = 4080/5991 0.06 | EE 


Фо Tohe e | des Е a p deu. Ag e A 8%, 
2. а & p^ Cro nay. АТАНА al 5 | елд ad Án A 


i$ Ge es el a 


Mm €x 
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DATE 
ATTENTION Уу ХА : ACUREN JOB NO. 
| ADDRESS ^2 j j и. PO/WO МО. 


кг Зс заа Diae 


WORK LOCATION 


„у „л И д - — - - & = я = 
| | ACCEPTANCE STD. 457 ; REVJDATE 22-5 d 
"s . Е Я Я КЭК а < 4 
| ност ЕЕС >. 02.53 A SES 


| ITEM(S) EXAMINED ; e s 


Јов DESCRIPTION PROCEDURE NO. ЕТ. REV/DATE = 
PARTNO. | | | x CEE “LE. an E MATERIA , ; 
оң Lt WET fron AS C457 Еско LEE РНР ELANA а 
WAS! Cop ELETED OS ZE РАДИ + 

| TEST DETAILS 


| METHOD KÍ FLUORESCENT Я VISIBLE ІЙ WATER WASH О SOLVENT REMOVABLE Q POST EMULSIFIED 2 


PNE mr 


| FAMILY BRAND A 


р AG NA FRO | BLACK LIGHT S/N / Ct. г< QOOurPUr» 1000 и W/cm? С AMBIENT < 2 fc 


PENETRANT 24.09 MINIMUM DWELL TIME 7 Y 18 MIN. [LIGHTING EQUIP. C) FLASHLIGHT а TROUBLELIGHT О OuTPUT-100 fc @ SURFACE 


| PENETRANT REMOVER 


| DEVELOPER SES 
DEVELOPER TYPE. i 


=: 


Нее MINIMUM DRY TIME 210 Мм. [OTHER LAG. © — Gd 
cL MINIMUM DWELL TIME 10 MIN. [LIGHTMETERSIN ко 55200 CAL DUE DATE Í £e 
И NON AQUEOUS O AQUEOUS — — DRY Bole 


= ead 
I TEST SURFACE 


SURFACE CONDITION Я As GROUND Q As WELDED A MACHINED О SHOT BLASTED ДЇ CLEAN BARE METAL р 


SURFACE TEMPERATURE O <- 4°С/ 20°F С -4°С/ 20°F то 10°С/508Е JA 10°С/50°Е то 52°С/125°Е О > 52°C/125°F 
RESULTS- METRIC О IMPERIAL) 


b 


GO 
АААХ 


ANON NN 


4 


1 


| 


со сес? os 


Pho agreement of Acuren Group Inc. to perform services extends only to those services provided for in writing. Under по circumstances shall such services extend beyond the performance of the requested services. It is expressly undersioo. 4 

thar all descripiious, comments ана expressions of opinion reflect the opinions or observations of Acuren Group Inc. based on information and assumptions supplied by the owner/operator and are not intended nor can they be construed as Ñ 

representations or warranties, Acuren Group Inc. is not assuming any responsibilities of the owner/operator and the owner/operator retains complete responsibility for the engineering, manufacture, repair and use decisions as a result of tneg 
аға or other information provided by Acuren Group Inc. In no event shall Acuren Group Inc.'s liability in respect of the services referred to herein exceed the amount paid for such services. 

Standard of Саге ў 

іп performing ihe services provided, Acuren Group Inc. uses the degree, care and skill ordinarily exercised under similar circumstances by others performing such services in ше same or similar locality. No other warranty, expressed or 

implied, is made or intended Бу Acuren Group Inc. 
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